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Naval Reactors Facility
Box 2068
Idaho Falls, Idaho 83403-2068

PROCUREMENT QUALITY ASSURANCE CLAUSES

FOR QUALITY LEVEL 3 AND 4 ORDERS

This document contains the text of the quality assurance requirements identified in the body of the Purchase
Order. Refer to the Purchase Order article titled "Quality Assurance' for a ligting of the specific clauses
applicable to this procurement action.
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The following quality assurance control(s) as specifically identified in the body of this purchase order
may be in addition to any other quality assurance controls included in documents, drawings, ordering
data, or additiona ordering requirements identified dsewhere in this purchase order.

SELLER QUALITY PROGRAM

11

1.2.

13.

Sdler QA Requirements Form 74343-NRF (A1006)

Sdler QA Requirements, Form 74343-NRF, appliesto this order.

Inspection Point Program (JOOOL)

An Inspection Point Program (which may be included as part of a process outline or
manufacturing or fabrication procedure) which the Sdler and his lower-tier suppliers will
follow to assure the purchase order requirements will be met, shall be submitted to Bettis-
Idaho via"Approval Request” form (Form 74157), and approved prior to start of manufacture
or fabrication. The Ingpection Point Program shall reference drawings and other documents
(including applicable revisions) used to prepare the program and shall cover al operations
from darting material through final preparation for shipment or release to Bettis-Idaho,
including applicable lower-tier supplier's inspections.  Partial Inspection Point Program
submittals are authorized provided continuity of the total Inspection Point Program is
preserved through explicit identification (tie-in) on subsequent submittals. Each inspection
operation identified in the Ingpection Point Program shall indicate the stage of manufacture or
fabrication where the inspection operation isto be performed. All inspections which are find
acceptance ingpections in preparation for shipment of release to Bettis-|daho shall be indicated
by a symbol or other appropriate method.

Specia Processes Quality Plan (V0005)

A quality plan shall be established by the Sdler to define the specific actions that will be taken
to meet the quality requirements related to special processes (e.g., welding, brazing, plating,
cleanliness, detrimental material controls, heat treating, hard facing, nondestructive testing,
electric discharge machining, and eectric chemical machining) contained in this order. The
plan shall be submitted to Bettis-ldaho on an Approval Request (Form 74157) and approved
prior to use. All subsequent changes to the plan shall also be approved prior to use. Asa
minimum, the plan should include:

1.31. Identification of product or services to be obtained from a lower-tier supplier and the
identification of the lower-tier supplier;

13.2. A description (including identification of applicable procedures) of the inspections
and tests that will be performed to control and evaluate the involved specia
processes, and to assure accomplishment by qualified personnd!;

1.3.3. A description of specia instruments needed to perform the processes, including the
identification of the appropriateness of those instruments,
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14.

15

1.3.4.

135

A description of the surveillance for product and process verification at the location
of the lower-tier supplier to ensure applicable requirements are met; and

A description of the personnel qualification program.

Control of Records (JO002)

14.1.

142

Maintenance and Access to Files

The record files required by this purchase order shall be maintained by the Seller in a
manner which provides suitable protection from deterioration or damage. Bettis-
Idaho and/or the Government Representative access to specific information contained
therein shall be allowed. The Sdler shall maintain an officia or master file of all
quality and inspection records required to prove compliance with purchase order
requirements.

All data and information entered on data sheets that serves as objective quality
evidence, shall be entered in ink and shall be clear and legible with no write-overs, or
obliterations of any type. Erasures are not permitted. Errors requiring correction
shall be lined out with a single line and the corrected data entered adjacent to the
lined out information. Each change or addition to data sheets shall be initialed and
dated.

Any records required by Bettis-ldaho at a location other than the Sdller's facility
and/or at a lower-tier supplier’s facility shall be submitted to Bettis-ldaho upon
request and shall be the responsibility of Bettis-Idaho until such records are returned.

Duration of Record Maintenance

Notwithstanding the provisions of the article titled "Examination of Records by
Comptroller General" contained in the General Provisions (Form 73495), record files
shall be maintained for a minimum of seven years. At the end of seven years, or a
longer period if agreed upon, the Sdller shall request instructions from Bettis-ldaho as
to whether the records may be destroyed, forwarded to Bettis-Idaho, or be retained by
the Sdller for alonger period (as agreed upon by the Sdller and Bettis-ldaho).

Control of Lower-Tier Suppliers (A1035)

151

152

153

A lower-tier Sdler is a materia supplier or subcontractor who has a purchase order
with the Sdller or any of hislower-tier Sdllers. Other divisions or activities within the
Sdler’s parent facility not under the direct cognizance of the Sdler's Quality Control
Department, shall be considered lower-tier Sdllers.

The Sdler is responsible for the performance of his lower-tier Sdlers and shall
establish and maintain a quality plan to provide for quality system surveillance and
for product and process verification which ensures that applicable requirements are
met at lower-tier Sdller’sfacilities or fabrication Sites.

The Sdler shall ensure that ingpection, manufacturing, and construction procedures,
including changes to these procedures to be followed by lower-tier Sdlers, are
reviewed at a responsible level of management in at least two organizations, i.e., the
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organization doing the work and at least one higher-tier organization.

154. Examplesof procedures, and changes thereto, requiring review and concurrence by at
least two organizations include, but are not limited to, welding, brazing, plating, heat
treating, cleaning, pickling, blasting, soldering, chrome plating, tube rolling, painting,
nondestructive testing, water chemistry control, and electrical tests. This requirement
does not preclude the necessity for Bettis-Idaho approval of documents as required by
applicable specifications.

Control of Measuring and Test Equipment  (JO009)

The Sdller shall utilize appropriate gaging, measuring, and test equipment, and shall regularly
calibrate his ingpection equipment using appropriate standards traceable to the National
Institute of Standards and Technology. Standards established by the Seller for calibrating the
measuring and test equipment used in controlling product quality shall have the capabilities
for accuracy, stability, and range required for intended use. Records of such calibration shall
be maintained by the Sdller. If the Bettis-ldaho representative has reason to question the
accuracy of the calibration, a recalibration of the questionable equipment may be required and
witnessed.

Design Control (TBD)

The Sdler shall assure that specified designs are defined, controlled, documented and verified.

The responsibilities and methods of the Sdler’s technical organizations for establishing
designs shall be defined and documented. Lines of communication and responsibilities for
interface between the Sdlers organizations, including externa organizations, related to
establishing the design shall be documented. Design adequacy shall be verified by persons
other than those who designed the item. Design changes shall be controlled in a manner
commensurate with those applied to the original design

FABRICATION OR PROCESSING

21

22

Material Release (VO007)

The Sdler shall request a release to procure the required materials via an Approval Request
(Form 74157). The Approva Request shal identify the required materiads as stated on
applicable drawings, procedures, and specifications.

Material Traceability (A1025)

The Sdler shal maintain a postive capability for finding al objective quality evidence
including receipt inspection data, for a particular piece of material, given only the marking on
that piece of material. Permanent marking on each piece must provide positive traceability to
the unique objective quality evidence for each piece of material including homogeneous lot,
heat, melt or batch, and all manufacturer or Sdller test and inspection information.

Those items whose size, type, or condition precludes permanent marking from being applied
shall be packaged and the package labeled. Containment methods such as bins, trays, or areas
on ashdf are not acceptable as a sole means of packaging. All material in a package must be
of the same homogeneous lot.

The marking shal be maintained throughout al manufacturing fabrication, processing

including heat treatment, storage, and assembly operations. Marking shall not interfere with
the functional or quality aspects of the product.
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2.3.

24.

2.5,

Manufacturing Release (VO006)

The Sdler shall request release to commence manufacturing operations via an Approval
Request (Form 74157). This release request (Approval Request) shall identify al applicable
procedure submittals which have been approved which affect manufacturing operations.

Sdler Ingruction Form 74157 (DSR, AR, RAR, REC) (Al011)

24.1.

24.2.

All of the Sdller requests for changes and approvals shall be submitted in accordance
with Form 74157. This form contains instructions for the

use of:

24.1.1. Degradation from Specification Requirements (DSR)

24.1.2. Approva Requests (AR)

24.1.3. Repair Approval Requests (RAR)

24.1.4. Requests for Engineering Changes (REC)

Documents which have been previoudy approved by Bettis-ldaho and have not been

revised by the Sdller, do not require resubmittal on subsequent orders. The Sdller

shall reference the approva document, the subject document and its revision in such
Cases.

Product Identification (JO007)

251

252

253

All products shall be serialized in accordance with the requirements of the purchase
order; or if seriaizing information is not given in the purchase order, the Seller shall
assign nonrepetitive consecutive numbers to each item before start of manufacture.
Care should be exercised to avoid duplication of serial numbers for products ordered
on concurrent or subsequent purchase orders. Small parts of materials may be lot
seridized, providing each lot is homogeneous with respect to heat number, heat treat
batch number (if any), or otherwise contain material characteristics known to be
uniform.

Serial numbers shall be applied to products by means of a vibration pencil with a
carbide tip or by eectrochemical etch unless otherwise specified in the purchase
order. Serial numbers are to be located in aress that will not interfere with the
functional or quality aspects of the products. For example, serial numbers are not to
be applied to mating surfaces, threads, very thin sections, or areas with a specified
surface finish smoother than 125AA. The resulting impression on the metal surface
shall belegible. The depth of the depression shall not result in aviolation of purchase
order requirements.

Individual parts, subassemblies, and/or assemblies which cannot be marked in
accordance with Section 2.6.2 shall be assigned temporary identification numbers or
letters at the time of measuring and recording of inspection data, e.g., tape on parts,
use of paper, plastic, or metal tags attached to parts or enclosed in polyethylene
envelopes, or marked on paper bags or wrapping. Proper consideration shall be
given to cleanliness and detrimental material controls which may be associated with
temporary marking, if such controls applied to this order.

6 of 16



2.6.

FORM 75549-NRF
4/2000

25.4. Seria numbers should be listed on data sheets to maintain traceability of inspection,
test, or processing results.

Personnel, Process, Equipment, or Procedure Qualification Approvals (VQ001)

Whenever the provisions of this contract, including the specifications and standards invoked
by this contract, require the Sdler or sub-tiered supplier(s) to have qualified personnd,
processes, equipment, or procedures, the Sdler shall submit the qualification program to
Bettis-1daho for approval via an "Approval Request” (Form 74157). Work supported by the
qualifications shall not commence until approval is given. For standard products that are
manufactured or otherwise completed in advance of this order, the Sdller shall submit the
qualification program for information.

Documents which have been previoudly approved by Bettis-Idaho and have not been revised
by the Sdller do not require resubmittal on subsequent orders. The Sdler shall reference the
approva document, the subject document and its revision in such cases.

3. SELLER ACCEPTANCE INSPECTION AND TESTING

3.1

3.2

Final Acceptance Inspection (JOO016)

Visualy inspect 100% of the completed components immediately prior to packaging and
packing or release to Bettis-ldaho for: cleanliness, quality of plating, nameplate data, no
evidence of handling damage or surface discrepancies, assurance that the component is
compatible with final assembly drawing configuration concerning orientation of parts, correct
quantity of parts, completeness of assembly, correctness of installation of locking devices to
the extent practicable without requiring disassembly, and for inclusion of correct quantities of
associated hardware which are to be shipped unassembled.

Recording and Reporting Inspection Data (JO008)

The Sdller’s dimensiona inspection results shall be recorded on Bettis-Idaho Data Sheet, Form
73216 (or on an equivalent Seller data sheet); other data shall be recorded on an appropriate
Sdler-supplied data sheet. Completed inspection data sheets shall be available for review by
Bettis-Idaho and/or Government QAR if such on-site ingpection is applicable to this order.
The recorded data as described in this section must be provided to Bettis-Idaho in completion
of contract requirements. Certain data may be exempt from being provided, as noted below in
this section. However, dl data as described must be available for review. For a product not
degtined for the Naval Reactors Facility site, the data shall be submitted to Bettis-ldaho and be
approved prior to shipment of product.

3.2.1. All three or more place decimal dimensions shown on the face of the drawing shall
be measured and recorded as actual values for each dimenson and for each
occurrence designated, except for thread dimensions checked with Go and No-Go
thread gages.

3.22. All surface finishes and geometric characteristics (concentricity, parallelism,
perpendicularity, etc.) shown on the face of the drawing and/or in the purchase order,
and whose tolerances are more restrictive than the standard drawing tolerance, shall
be measured and recorded as actual values. Isolated scratches, dents, or other
depressions and/or raised metal shall not be included in the surface evaluation.
Geometric characteristics covered by the standard drawing need not be recorded
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3.3.

3.2.3.

3.2.4.

3.25.

3.2.6.

3.2.7.

3.2.8.

3.2.9.

3.2.10.

when within tolerance.

All angleswith atolerance of " 30 minutes or less shall be measured and recorded as
actual values. Thisdata need not be provided at completion of contract requirements,
unless otherwise required in this purchase order.

Gages may be used to determine acceptability of the product when specific recording
requirements have not been specified. Use of such gagesis subject to concurrence by
Bettis-ldaho. The gage types and seriad humbers used shall be identified on Sdler’s
inspection data sheet. Threads may be checked with Go and No-Go thread gages and
recorded as "O.K. to gage' (if parts meet limit). The major diameter of external
threads and minor diameter of internal threads shall be measured and recorded.
When threads are measured using the wire method, measure and record the size of
wire used, the mgjor diameter, the pitch diameter, and the minor diameter. In
addition, the flank angles and lead shall be measured and recorded when the wire
method is used.

Any characteristics not included in Section 3.2.1 through 3.2.4 above shall be listed
on the data sheet and shall be measured, and if within tolerance, be recorded as
"O.K." or the actual valuerecorded. If not "O.K.," the actual value must be recorded.
This data need not be provided at completion of contract requirements, unless
otherwise required in this purchase order.

Ingpection data sheets and sketches shall include purchase order number, drawing
number, revision inspected to, item seria number, heat number, date, and signature
of theinspector who actually performed the inspection.

Evidence of performance and acceptability of the results of all test requirements shall
be recorded, including nondestructive testing and material qualification compliance.
Where the involved test yields actual test values, they shall be so recorded. This data
need not be provided a completion of contract requirements, unless otherwise
required in this purchase order.

Inspection results which are not in accordance with purchase order requirements shall
be indicated by a symbol (eg., asterisk) adjacent to the recorded result. If the
discrepant condition was accepted in a Degradation of Specification Requirements
(DSR) Form, the DSR number shall be referenced on the data shest.

The temperature at which dimensional inspection was performed shall be entered on
each data sheet.

All data and information entered on data sheets shall be entered in ink and shall be
clear and legible with no write-overs, or obliterations of any type. Erasures are not
permitted. Errors requiring correction shall be lined out with a single line and the
corrected data entered adjacent to the lined out information. Each change or addition
to data sheets shall beinitialed and dated.

Recording and Reporting Delta (-) Dimensions (TBD)

All dimensions designated by a delta (-) symbol must be measured and recorded and reported
to Bettis-ldaho as actual values.
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The sdllers dimensional Inspection results shall be recorded on Bettis-ldaho Data Sheet, Form
73216, or on an equivalent Seller data sheet. Completed inspection data sheets shall be
available for review by Bettis-ldaho and/or Government QAR if such on-site ingpection is
applicable to this order. The recorded data as described in this section must be provided to
Bettis-Idaho in completion of contract requirements. For a product not destined for the Nava
Reactors Facility site, the data shall be submitted to Bettis-ldaho and be approved prior to
shipment of product.

Inspection data sheets shall include purchase order number, drawing number, revision
inspected to, item serid number, heat number, date, and signature of the inspector who
actually performed the inspection.

Inspection results which are not in accordance with purchase order requirements shall be
indicated by a symbol (eqg., asterisk) adjacent to the recorded result. If the discrepant
condition was accepted in a Degradation of Specification Requirements (DSR) Form, the
DSR number shall be referenced on the data sheet.

The temperature at which dimensional inspection was performed shall be entered on each data
shest.

All data and information entered on data sheets shall be entered in ink and shall be clear and
legible with no write-overs, or obliterations of any type. Erasures are not permitted. Errors
requiring correction shall be lined out with a single line and the corrected data entered
adjacent to the lined out information. Each change or addition to data sheets shall be initialed
and dated.

Magnet Check (JO026)

By using a known piece of carbon stedl as a standard for comparison, the Seller shall conduct
and record the results of a magnet check of al stainless sted (300 series), nickel-chromium
iron aloy (Incond) and Zircaloy materials supplied on this purchase order to ensure that
carbon sted has not been inadvertently used for the fabrication of the products. Results of this
ingpection requirement shall be identified as "magnetic' or "non-magnetic" on the Inspection
Data Sheet or Certification Report.

Hardness Testing of Parts (JOO011)

Hardness testing shall be performed to verify required hardness as identified in applicable
specifications, standards, drawings or other contract technical requirements. Results shall be
reported to Bettisldaho. Testing shall be performed on areas that will not affect the
functional or quality aspects of the product. When the location of testing is in question, the
test location shall be submitted for approva to Bettis-ldaho via "Approval Request” (Form
74157).

Radiographic Documentation (JO004)

The Sdller shall record and report results of all required radiographic inspections. The records
shall identify al inspections performed uniquely by weld, weld number, item, or component
(for traceability). The records shdl clearly specify the applicable specification, standard, and
acceptance criteria identified in the purchase order. Documentation of approvals and
qualifications shall be maintained in the Seller’'s records. As a minimum, the test report shall
identify the Sdler’s radiographic test procedure employed (include procedure number, date
and/or revison number), personned performing the inspection, and the results of the
radiographic test including accept/reject disposition and description of indications by size and
number where applicable. All records shall be made available for review by Bettis-ldaho
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and/or the Government QAR.

All radiographic films are subject to fina review and approval by Bettis-Idaho and/or the
Government QAR and shall be accompanied by the Sdler’'s completed radiographic review
form. Bettis-Idaho reserves the right to review the film on its premises or other such places as
may be designated. In such cases, shipment of films shall be requested of the Sdler, in
writing, by Bettis-ldaho. Submittal of film and radiographic review form shall be registered
mail. Bettis-ldaho will assume responsbility for the films to the extent of liability for
reradiography, until they are returned to the Seller.  When the purchase order requires the
performance of a radiographic "technique shot", the technique shot radiographs and
appropriate accompanying data shall be submitted to Bettis-ldaho for approval. The
technique shot radiographs and accompanying data shall be submitted by use of an "Approva
Request” (Form 74157).

3.7. Ultrasonic Test Documentation (TBD)

The Sdler shall record and report results of al required ultrasonic inspections.  The records
shall identify al inspections performed uniquely by weld, weld number, item, or component
(for traceability). The records shall clearly specify the applicable specification, standard, and
acceptance criteria identified in the purchase order. Documentation of approvals and
qualifications shall be maintained in the Seller's records. As a minimum, the test report shall
identify the Sdller's ultrasonic test procedure employed (include procedure number, date,
and/or revision number), personnd performing the ingpection, and the results of the ultrasonic
test including accept/rgect disposition and description of indications by size and number
where applicable. All records shall be made available for review by Bettis-Idaho and/or the
Government QAR.

Objective evidence of ultrasonic test performance (tapes, traces, charts, etc.) shal be retained
by the Sdller, and shall be made available for review by Bettis-Idaho and/or the Government
QAR upon request. Bettis-ldaho reserves the right to review the objective evidence of
ultrasonic test performance on its premises or other places as may be designated. In such
cases, shipment of records shall be requested in writing by Bettisldaho and shall be
transmitted from Sdller by registered mail. Bettis-Idaho will assume responsibility for the test
records to the extent of liability for reultrasonic testing, until they are returned to the Seller.

3.8.  Visua Weld Inspection (VT) Test Documentation (JO032)

The Seller shall record and report results of al required VT inspections. The records shall

identify all inspections performed uniquely by weld, weld number, item, or component

(for traceability). The record shall clearly specify the applicable specification, standard,

and acceptance criteria identified in the purchase order. Documentation of approvals and
gualifications shall be maintained in the Seller’'s records. As a minimum, the test report
shall identify the Seller’s VT Procedure employed (include procedure number, date, and/or
revision number), personnel performing the inspection, and the results of the VT
inspection including accept/reject disposition and description of discrepancies and location
where applicable. All records shall be made available for review by Bettis-ldaho and/or
the Government QAR.

3.9.  Liguid Penetrant (PT) Test Documentation (JO005 and RT0O01)

The Seller shall record and report results of all required PT inspection. The records shall
identify all inspections performed uniquely by weld, weld number, item, or component (for

10 of 16



3.10.

311

FORM 75549-NRF
4/2000

traceability). The records shall clearly specify the applicable specification, standard, and
acceptance criteria identified in the purchase order. Documentation of approvals and
qualifications shall be maintained in the Seller’'s records. As a minimum, the test report shall
identify the Sdller's PT Procedure employed (include procedure number, date, and/or revision
number), personnd performing the ingpection, and the results of the PT Inspection including
accept/rgect disposition and description of indications by size and number where applicable.

All records shall be made available for review by Bettis-Idaho and/or the Government QAR.

Magnetic Particle (MT) Test Documentation (JO005 and RT001)

The Sdller shall record and report results of al required MT inspection.  The records shall
identify al inspections performed uniquely by weld, weld number, item, or component (for
traceability). The records shall clearly specify the applicable specification, standard, and
acceptance criteria identified in the purchase order. Documentation of approvals and
gualifications shall be maintained in the Sdller’s records. As a minimum, the test report shall
identify the Seller's MT Procedure employed (include procedure number, date, and/or revision
number), personne performing the inspection, and the results of MT Ingpection including
accept/ reject disposition and description of indications by size and number where applicable.
All records shall be made available for review by Bettis-Idaho and/or the Government QAR.

Bettis-ldaho Source Inspection Administrative Requirements (AI017)

3.11.1. Mandatory Hold Points

31111 Mandatory Hold Points (MHP) defining the specific operations in the
Sdler’'s manufacturing, construction, and/or inspection sequence that are to
be witnessed, ingpected, or reviewed by a Bettis-ldaho Representative will
be identified by Bettis-ldaho. A Bettis-ldaho MHP shall not be bypassed
by the Sdller unless written authorization has been obtained from Bettis-
Idaho. All operations up to a MHP or purchase order completion if a
MHP does not apply, shall have been accepted by the Sdler as mesting
contractual requirements prior to notification to Bettisldaho for
verification.

311.1.2. When a MHP is not issued with a purchase order or change notice
requiring Bettis-ldaho source inspection, inspection shall be performed by
Bettisldaho upon the Sdler's completion of the purchase order
requirements.

311.1.3. When a MHP is identified as "witness’, the Bettis-ldaho Representative
will observe the operation or inspection when it is initially performed by
the Sdller or hislower-tier supplier for acceptance of the product.

3.11.14. When a MHP is identified as “inspect”, the Bettis-ldaho Representative
will physically perform the inspection work element specified independent
of the Sdler'sinspection. However, if extensive set up or use of a complex
machine or fixture is required to perform the ingpection, or testing is
permitted only once or a very limited number of times (e.g., destructive
tests, load tests, eectrica product insulation testing), the Bettis-ldaho
Representative shall perform his inspection concurrently with the Sdller's
ingpection.  In such cases, the Bettis-ldaho Representative will make an
independent assessment of the gage or instrument readings for such
ingpections.
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3.12.

3.11.15. If any portion of the purchase order involving a MHP is to be performed

by alower-tier supplier, the Seller shall notify Bettis-ldaho prior to placing
the purchase order with that supplier so that arrangements can be made to
accomplish source inspection of the MHP.

3.11.16. The Sdler shal furnish Bettis-ldaho advance notice of ingpections for

Mandatory Hold Points or final inspection, whichever is applicable, as
soon as practicable but not less than ten work days.

In those cases where a Bettis-ldaho Representative is in resdence at
Sdler’s facility, only reasonable notification is required unless otherwise
specified in the purchase order. In the case of inspection to be performed
at a lower-tier supplier’s facility, it is the responsibility of the Sdler to
notify Bettis-ldaho.

3.11.2. Bettis-ldaho Authorization to Ship Product

When Bettis-ldaho source inspection is specified, an Inspection Reease (Form
73701) will be issued by the Bettisldaho Representative and attached to the
acceptable product. The product shall not be shipped or otherwise released to Bettis-
Idaho without having an Inspection Release attached unless prior written
authorization is received from Bettis-1daho.

3.11.3. Deficiency Notice (NRF Form 696)

When deficiencies in the Sdler's operations are revedled by a Bettisldaho
Representative, a Deficiency Notice will be prepared and presented to the Seller who
shall reply in writing to Bettisldaho within the time period specified on the
Deficiency Notice. Sdler's reply shall state the root cause of the deficiency, the effect
on other components or parts, the immediate corrective action taken or planned, and
the action taken to prevent recurrence.

3.11.4. Useof Sdler's Inspection Equipment

The Sdler is responsible to account for his ingpection tools used by Bettis-ldaho to
assure that prior to the Seller performing additional work or shipping the product to
Bettis-1daho, all such inspection tools have been returned to the Seller in the same
condition as loaned. Furthermore, the Sdller shall make every effort to witness the
ingpection and immediately notify the Bettis-ldaho Representative of any detrimental
effects on the equipment from such inspection. However, if for some reason the
Seller does not witness the ingpection, Seller shall report any detrimentd effects of
such ingpection to Bettis-Idaho within two working days of the inspection or assume
responsibility for the detrimental effects.

Government Source Inspection (A1005 and Al012)

Government inspection is required prior to shipment from the Sdller’'s plant. Upon receipt of
this purchase order, promptly notify the Government Quality Assurance Representative
(QAR) who normally services your plant, so the appropriate planning for Government
Ingpection can be accomplished.
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Specia instructions will be forwarded by separate correspondence from Bettis-Idaho to the
Sdler’'s DCMC QAR for his use concerning this order. Material shipped without
documentation of the required Government Inspection is subject to return to the Seller.

The Sdler shal utilize the adminigtrative requirements for Government Inspection contained
in PME-STD-012. This standard is available from the Bettis-ldaho Buyer if not included in
the purchase order.

4. PACKAGING AND PACKING

4.1.

4.2.

Standard Packing and Packaging (SP003)

The Sdler shal use packing and packaging in accordance with the Seller's commercia
practice which will ensure no in-transit damage of the components until receipt at the shipping
degtination.

Packaging/Packing Procedure Approval (VPOOL)

A procedure for packaging and packing, including drawings, or sketches of shipping fixtures,
location of manufactured items within and method of internally securing the items shall be
submitted by approval via Approval Request (Form 74157). The packing and packaging
procedure shall be prepared in accordance with the Seller's commercial practice which will
ensure maintenance of the degree of cleanliness required for the component or part until
ddivered and accepted at shipping destination.
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5.

CERTIFICATIONSAND TEST REPORTS

51

52

Cetifications - General (JO006)

Certification and reports are required as specified herein. When the purchase order specifies
Bettis-ldaho and/or Government inspection of Sdler's facility a copy of al required
certifications and reports (including inspection data sheets compiled in a data package) shall
be made available for review by the Bettis-ldaho and/or Government QAR representative.
When required by the purchase order, Seller’'s data package shall be forwarded to Bettis-Idaho
and approved prior to release of product. Upon release of product for shipment, Seller shall
mail two additional sets of the required certifications and reports to Bettis-ldaho NRF. If the
purchase order does not specify Bettis-ldaho and/or Government inspection at Seller’s facility,
one set of the required certifications and reports shall accompany each shipment, and two
additional setsareto beforwarded to Bettis-Idaho NRF.

When Government source inspection is required, the Sdller shall forward two copies of the
Government signed DD Form 250 to Bettisldaho NRF. In addition, a copy of the
Government signed DD Form 250 shall accompany each shipment.

All exceptions to the method defined herein for transmitting certifications and reports to
Bettis-ldaho NRF shall be specified in the purchase order.

Order Certification (CO001)

5.2.1. The Sdler shal certify conformance to al purchase order requirements via an order
certification. This certification shall be based on aformal review by Seller's manage-
ment personnd, including a sampling of inspection and manufacturing records.
Upon request by Bettis-ldaho and/or the Government QAR, the Sdller shall furnish
objective quality evidence substantiating Seller’'s order certification.

5.2.2. In those cases where the purchase order designates that shipment is to be made to a
destination other than Bettis-Idaho NRF, an order certification is also to accompany
the product aong with a copy of each approved Degradation of Specification
Requirements (DSR) issued during the manufacturing and inspection sequence,
where use of DSRs are applied to the purchase order.

5.2.3. An order certification shal include as a minimum:

5231 A dtatement by the Seller "All items furnished on this contract are in full
compliance with all specification and contract requirements.”

5232 Additionally, when ingpection and test reports are required, a statement by
the Sdller "The inspection and test reports provided represent the actual
atributes of the items furnished on this contract and indicate full
compliance with all applicable specification and contract requirements.”

5.2.33. Bettis-ldaho purchase order number, change notices, purchase order item
numbers, and quantity of each purchase order item in the shipment or
release to Bettis-ldaho. Include the serial number and/or the material heat
number of the purchase order items, if applicable.
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5.2.34. Where applicable, the certifications shall list &l Bettis-ldaho approved
"Request for Engineering Change’, and "Degradation of Specification
Requirements’.

5.2.35. Signature and title of an authorized representative of the Seller.

Obtain and Provide Chemical and Mechanical Reports (CA001, RT002)

Test reports for raw materials (except Bettis-ldaho furnished materials) shall accompany the
shipment or other release of material to Bettis-Idaho. The test reports shall include actual test
values/results as evidence that all chemical, mechanical, destructive and nondestructive tests,
as required by the purchase order, meet applicable requirements. The test report shall clearly
indicate the item or component to which it applies. This may be accomplished by an indexing
system relating the test report (preferably by heat number) to the item or component. The test
report shall consist of the original or reproduced copy of the test report as supplied by the
testing facility, or a statement that the results were taken from the original test report as
furnished by (name of test facility). The information contained on origina test reports shall
not be altered by write-overs, or obliterations of any kind. Errors requiring correction shall be
lined out with a single line and the corrected information entered adjacent to the lined-out
information. Each change or addition shall be initialed and dated and supported by written
back-up justification supplied by the originator of the test report.

On consecutive shipments of materia from the same heat or ingot, the purchase order
certification (when such certification is applicable to this purchase order) may refer to the first
shipment or chemical and mechanical test reports to minimize duplication of reports.

Confirmation of Chemical and Mechanical Reports (JM003)

Thefirg-tier Seller or sub-tier supplier who provides finished parts shall confirm material test
reports submitted by material supplier(s). Test reports shall accompany the shipment or other
release of material to Bettis-Idaho.

The test reports shall be confirmed by reconducting the chemical analysis and the required
acceptance tensile and impact tests, including any other physical property testing required by
the governing materia specification. These results are then compared to the specification
requirements and to the original test reports.

The material test reports shall be confirmed by a testing organization(s) other than the testing
organization(s) which generated the origina report(s). One confirmation test shall be
conducted per heat or heat-treatment lot received. The testing may not be conducted if at least
six lots of the same material to the same specification, from each involved material supplier,
have been tested in one year. Under this condition, the Sdler shall submit an "Approval
Request" (Form 74157) to Bettis-Idaho prior to material processing requesting approval to
deete independent confirmation of the material ot used under this order.

Certifications for Bettis-ldaho Supplied Materia (CO005)

For each shipment or release of purchase orders where materid is furnished by Bettis-ldaho,
the Sdller shall prepare a certification stating that there was no substitution of materials
supplied by Bettis-ldaho (using heat numbers where available) in the production or
completion of the purchase order items involved in the shipment or other release to Bettis-
Idaho, and that the materials were applied as directed in the purchase order.
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5.6.  Weding Certification - 911A285 (CO006)

The Sdller shall provide a written certification as required by Item 4 of Bettis-ldaho Drawing
911A285.
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